rhis Page Is Inserted by IFW Operations 
and is not a part of the Official Record 



BEST AVAILABLE IMAGES 

Deleciivc images wiihin ihis doeume.nl are accurate representations of 
the original documents submitted by the applicant. 

Delects in the images may include (hut are not limned to): 
BLACK BORDERS 

TEXT CU r OFF AT TOP, BOTTOM OR SIDES 

faded text 
illegible text 
s k l vvld/s la n'l cd i m ag ps 
colored photos 

BLACK OR VERY BLACK AND WHITE DARK PHOTOS 
GRAY' SCALE DOCUMENTS 



IMAGES ARE BEST AVAILABLE COPY. 

As rescanning documents will not correct images, 
please do not report the images to the 
Image Problem Mailbox. 



CD 

IT) 
CD 
CO 

00 

O 

CL 
LU 



(19) 



Europaisches Patentamt 
European Patent Office 
Office eu rope en des brevets 



(12) 



(H) EP 0 875 365 B1 

EUROPEAN PATENT SPECIFICATION 



(45) Date of publication and mention 
of the grant of the patent: 
26.03.2003 Bulletin 2003/13 

(21) Application number: 98107823.1 

(22) Date of filing: 29.04.1998 



(51) lntCI7: B29D 30/00 

// G06F19/00, G06F1 53:00 



(54) Rubber product control method using identification marking 

Verfahren zur Kontrolle eines Gummiartikels unter Verwendung eines Identifizierungsmerkmals 
Precede pour le controle d'-un article en caoutchouc utilisant un marquage d' identification 



(84) Designated Contracting States: 
DE ES FR IT 

(30) Priority: 02.05.1997 JP 11467997 

(43) Date of publication of application: 
04.11.1998 Bulletin 1998/45 

(73) Proprietor: Bridgestone Corporation 
Tokyo 104-8340 (JP) 

(72) Inventor: Kimijima, Takao 
Chuo-ku, Tokyo 104 (JP) 

(74) Representative: Gorg, Klaus, Dipl.-lng. et al 
Hoffmann Eitle, 

Patent- und Rechtsanwalte, 
Arabeilastrasse 4 
81925 Munchen (DE) 



(56) References cited: 
EP-A- 0 101 225 
EP-A- 0 652 539 
US-A-3 750 120 



EP-A- 0 476 470 
US-A- 2 920 674 
US-A-3 836 614 



PATENT ABSTRACTS OF JAPAN vol. 008, no. 
203 (M-326), 18 September 1984 (1984-09-18) & 
JP59 093338 A (SUMITOMO GOMU KOGYO KK), 
29 May 1984 (1984-05-29) 

PATENT ABSTRACTS OF JAPAN vol. 010, no. 
033 (M-452), 8 February 1986 (1986-02-08) & JP 
60 187539 A (KAWATSUNE SHIYOUTEN:KK), 25 
September 1 985 (1 985-09-25) 



Note: Within nine months from the publication of the mention of the grant of the European patent, any person may give 
notice to the European Patent Office of opposition to the European patent granted. Notice of opposition shall be filed in 
a written reasoned statement. It shall not be deemed to have been filed until the opposition fee has been paid. (Art. 
99(1 ) European Patent Convention). 



Printed by Jouve. 75001 PARIS (FR) 



1 



EP 0 875 365 B1 



2 



Description 

BACKGROUND OF THE INVENTION 
Field of the Invention 

[0001] The present invention relates to a method for 
controlling rubber products using identification marking, 
in order to control rubber products molded using a vari- 
ety of materials, including a plurality of rubber materials 
such as tires, tubes, belts, hoses, anti-vibration rubber, 
rubber crawlers, and the like. 

Description of the Related Art 

[0002] It is well known that in the manufacturing proc- 
ess for forming rubber products, in particular tires, there 
are a plurality of processes such as the molding proc- 
ess, the vulcanization process, the visual inspection 
process, the size selection process, the balance inspec- 
tion process, and the like, and that there are many types 
of rubber materials and other materials used. If the ef- 
fects of a defective material extend to the later process- 
es, then other non-defective materials are wasted, and 
later processes become extremely complicated, even if 
the defective material is discovered in the final inspec- 
tion. 

[0003] Therefore, it is optimal to discover defective 
products in the early stages by providing an inspection 
process at the completion of each process. If necessary, 
it is possible to know the record of the content of the 
inspection and the results for each process by keeping 
a so-called chart for each tire for a certain period. 
[0004] On the other hand, it is proposed to control the 
process by applying labels with bar-codes thereon to 
tires before vulcanization, and integrating the labels into 
the tires by vulcanization, and by reading this bar-code 
during the selection of tire size in the inspection process 
after vulcanization. (For example, refer to Japanese 
Patent Application Laid-Open (JP-A) No. 61-27711, 
Japanese Utility Model Application Laid-Open (JP-U) 
No. 5-90539). 

[0005] EP-A-0 652 539 discloses a recording system 
for a production line. The system aims at reconstructing 
the production life of a product, e.g. a printed circuit 
board, completely, throughout the course of its life cycle. 
It is possible to store only changes in the state of the 
production line and not elementary data. By reconstruct- 
ing the time scale, it can be determined which batches 
of raw materials were in use, what the process condi- 
tions were, etc.. However, only data resulting directly 
from the manufacturing process are stored and can be 
re-associated using a barcode attached to the particular 
product. 

[0006] EP-A-0 1 01 225 discloses a data identification 
method for elastomeric products. An elastomeric prod- 
uct is provided with at least one local magnetizeable ar- 
ea during the manufacture of such product. Identifica- 



tion data are written magnetically in the magnetizeable 
area. The identification data can be written in the prod- 
uct, e.g. in a tire, one after another at any time during 
the entire process of manufacturing the product. The da- 

5 ta written in the product can be read out by the use of 
an inexpensive scanner of simple structure. 
[0007] Product control using identification marking by 
bar-code and the like, as described above, can easily 
be employed throughout the whole manufacturing proc- 

10 ess. 

[0008] On the other hand, after manufactured tires are 
shipped, they are normally controlled in lots, however, 
in the case of airplane tires (hereinafter called AP tires), 
they are controlled individually and are returned to the 

15 manufacturer when their period of use has expired. The 
returned tires are recapped by having their treads re- 
placed and, in some cases, are shipped again as re- 
capped tires. Because of this, in the case of AP tires, it 
is necessary to keep a record of the early stages of a 

20 manufactured tire. 

[0009] However, there is no control system, which di- 
rectly links the record of a tire in the manufacturing stage 
with the record of the tire after shipping, thus there is 
the problem that it is difficult, for example, to respond to 

25 information or demands from customers adequately and 
rapidly. 

SUMMARY OF THE INVENTION 

30 [0010] In consideration of the above facts, it is an ob- 
ject of the present invention to provide a rubber products 
control method whereby defective materials can be pre- 
vented from proceeding to the latter processes of a man- 
ufacturing process, and where information or demands 

35 from customers can be fed back adequately and rapidly 
to the manufacturing process, by implementing a control 
system directly linking the history of a product in the 
manufacturing stage and the history of the product after 
shipping, through identification marking. 

40 [0011] In the first aspect of the present invention, rub- 
ber products are controlled using identification marking 
by: manufacturing rubber products using a variety of 
materials including a plurality of rubber materials, ship- 
ping said rubber products with a first identification mark- 

45 ing given thereto, and controlling manufacturing infor- 
mation, sales information, and distribution information 
at the point of manufacture based on said first identifi- 
cation marking. 

[0012] According to the first aspect, manufacturing in- 
50 formation, sales information, and distribution informa- 
tion, which hitherto were controlled separately at the 
manufacturing stage and the post shipping stage, can 
be integrated and controlled based on identification 
markings given to the rubber products. For example, if 
55 it were necessary to obtain the manufacturing informa- 
tion of a rubber product from the distribution information, 
this could be investigated rapidly based on the first iden- 
tification marking. 
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[0013] Thus, by having a control system which directly 
links the record in the manufacturing stage (manufac- 
turing information) and the record after shipping (ship- 
ping information, distribution information), it is possible, 
for example, to enable the information or demands from 
customers to influence the manufacturing process, and 
a rapid, adequate response to be made. 
[0014] Namely, the first aspect implements a control 
system which directly links the record of a product in the 
manufacturing stage and the record thereof after ship- 
ping, and allows demand and the like from customers 
to be fed back adequately and rapidly to the manufac- 
turing process. 

[0015] In the second aspect, rubber products are con- 
trolled using identification marking, according to the first 
aspect, by a method wherein the first identification mark- 
ing is given during the molding process, and the rubber 
products are controlled by using the first identification 
marking, and by using the inspection results recorded 
from a manufacturing process prior to a particular man- 
ufacturing process from molding to shipping inspection, 
and including vulcanization and size selection. 
[0016] According. to the second aspect, by using the 
first identification making to control the manufacturing 
processes, it is possible to establish a control system 
which directly links the record of the manufacturing stag- 
es during and after the molding process (manufacturing 
information) and the record after shipping (shipping in- 
formation and distribution information). 
[0017] In the third aspect, rubber products are con- 
trolled using identification marking, according to the sec- 
ond aspect, by a method wherein a second identification 
marking is given to each of the rubber materials consti- 
tuting the rubber product during a manufacturing proc- 
ess prior to molding, and the products are controlled by 
relating the first identification marking to the second 
identification marking. 

[0018] According to the third aspect, it is possible to 
have a control system which directly links the history of 
the materials used at a stage before the molding proc- 
ess, and the history at a manufacturing stage after the 
molding process. 

[0019] Namely, according to the second and third as- 
pects, it is possible to prevent defective materials from 
affecting later processes. 

[0020] In the fourth aspect, rubber products are con- 
trolled using identification marking, according to one of 
the first to third aspects by: forming renewable rubber 
products by replacing a portion of the rubber material of 
returned rubber products, the record of said rubber 
products is understood from the first identification mark- 
ing given to the returned rubber products at the time of 
renewing said rubberproducts, and indicating a renewal 
process program with optimal conditions to the manu- 
facturing process based on the understood record, the 
renewed rubber product is shipped with a third identifi- 
cation marking given, and the manufacturing informa- 
tion, sales information, and distribution information are 



controlled at the point of manufacture according to the 
first and third identification markings. 
[0021 ] According to the fourth aspect, in cases where 
a shipped rubber product is returned and a portion of 

5 the rubber material replaced, as in the first aspect, by 
directly linking the record during the manufacturing stag- 
es (manufacturing information) and the record after 
shipping (shipping information, distribution information), 
the record of the rubber product based on the first iden- 

10 tification marking given to the returned rubber product 
can be understood during the renewal of the rubber 
product, and a renewal process program with optimal 
conditions can be indicated to the manufacturing proc- 
ess. 

15 [0022] Namely, in the fourth aspect, it is possible to 
indicate a renewal process program with optimal condi- 
tions to the manufacturing process by understanding the 
record of a rubber product, during the renewal of the rub- 
ber product, according to a first identification marking 

20 given to the returned rubber product. Further, by relating 
the first identification marking to the third identification 
marking given to the renewed product, a control system 
can be established linking the manufacturing stage 
record (manufacturing information) and the record after 

25 shipping (shipping information, distribution information) 
of the previous product with the manufacturing and ship- 
ping records of the renewed product. 



[0023] Fig. 1 is a process diagram showing the proc- 
ess of manufacturing AP tires in accordance with the 
present invention. 



[0024] Tires as rubber products can be classified into 
passenger car tires, truck and bus tires (called TB tires), 

40 and airplane tires (called AP tires). 

[0025] AP tires will be used as an example. Under the 
system established for AP tires, when a tire has reached 
the end of its life span under normal conditions, the tire 
is returned to the manufacturer, its tread is replaced and 

45 the tire is shipped again as a recapped tire. Further, in 
the case of passenger car and TB tires, recapped tires 
exist, but they are plainly stated to be recapped tires and 
treated as having absolutely no relation with the original 
products. 

50 [0026] As shown in Fig.1 , the processes for manufac- 
turing tires are provided in the following order. After the 
preparation process, in which the plurality of materials 
A, B, Cfrom which tires are formed are prepared, comes 
the molding process P1 , the raw tire inspection process 

55 P2, the vulcanization process P3, the visual inspection 
process P4, the size selection process P5, the balance 
inspection process P6, and the shipping inspection 
process P7. Between each process a judgment on ac- 
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cepting or rejecting the product is made before the prod- 
uct is sent to the next process. 

[0027] The following is an example of this judgment 
of acceptance or rejection. In the inspection after the 
molding process P1 , a label 22, having been given the 
first bar code (identification marking) 20, is applied to 
the tire TR, and the fact that the tire has passed the 
molding process inspection is recorded on the barcode. 
The tire then proceeds to the next process, being the 
raw tire inspection process P2. 

[0028] In the raw tire inspection process P2, firstly the 
record of the previous process, (namely the molding 
process in this case), is understood by reading the first 
bar code. The results of the inspection process of the 
tire in the raw state are then recorded and the tire is sent 
to the next process (vulcanization process P3). 
[0029] In this manner, by recording the information 
from the current process, and forwarding it to the next 
process, while understanding the information as far as 
the previous process, in the shipping process, which is 
the final process, the information from ali processes can 
be understood, and shipped in a controlled state using 
the first bar code 20. 

[0030] The outline of the operations using a bar code 
in each process will now be explained. 
[0031] As shown in Fig. 1, the terminal units for each 
process 1 0A to G are connected with the host computer 
12, and they can exchange information with the host 
computer 12 at any time. A bar code reader 14 is con- 
nected with the terminal units 1 0A to G. 

(Operations in the molding process P1) 

[0032] The bar code reader 14 of the terminal 10A 
reads the bar code 24 provided on the process table 1 6. 
By this, the members to be used for the size of tire TR 
to be created are entered in the terminal 1 OA. 
[0033] Next, the second bar code 26 (the second 
identification marking) affixed to the supply vehicle of 
each of the members prepared in the previous process 
is read, and the members stored in memory after being 
compared with the list of members to be used obtained 
from the process chart 16. After that, the members to 
be used are assembled and the tire TR is molded. The 
operations of the molding process P1 are completed 
when the bar code label 22, with the first bar code 20 
having already been related to the bar code 24 from the 
process table 16 recorded thereon, is affixed to the tire 
TR. At this stage, by relating the second bar code 26 to 
the first bar code 20, the record before the molding proc- 
ess can be linked with the record after the molding proc- 
ess. 

(Operations in the raw tire inspection process P2) 

[0034] In this process, after the first bar code 20 af- 
fixed to the tire TR is read, measurements are taken and 
a mold releasing liquid is applied at a rate of once every 



few tires. The measurements are then recorded in the 
terminal 10B. This recording can either be keyed-in (in- 
put by an operator by hand), or else input automatically. 
[0035] At this stage, if there is no variation between 

5 the measurement results and the prescribed figures (the 
predetermined range), then the product is adjudged to 
have passed. If there is a variation, then it is anticipated 
that there was a variation in the members and the prod- 
uct is adjudged to be defective. Both outcomes are re- 

10 corded. Products which are judged to be defective are 
returned to a previous process, repaired, and then in- 
spected again. However, at this time it can be under- 
stood that the tire had previously had a defect by reading 
the first bar code 20. 

15 

(Operations in the vulcanization process P3) 

[0036] In the vulcanization process P3, a vulcaniza- 
tion process table 28 is provided. The second bar code 

20 24 (identical to the process chart of the molding process) 
provided in the vulcanization process table 28 is read, 
and the first bar code 20 provided on tire TR is also read, 
and the two are compared. If the two correspond as a 
result of the comparison, the tires are put into a kiln and 

25 the vulcanization process is carried out. By this vulcan- 
ization, the first bar code affixed to the tire TR is inte- 
grated with the tire TR and control becomes possible 
even after shipping. 

30 (Operations in the visual inspection process P4) 

[0037] Firstly, the first bar code 20 from the bar code 
label 22 integrated with the tire TR is read, and a visual 
inspection is carried out based on the visual inspection 

35 table 30. The selection of whether or not the product has 
passed or requires repairs is recorded in the terminal 
1 0D based on the visual inspection chart 30. A judgment 
is also made as to whether or not it is the tires first firing. 
If the tire is judged to have been fired once, the settings 

40 of the kiln can be reliably determined. Further, by record- 
ing factors and sectors other than whether or not the 
inspection has been passed, the data can be analyzed 
and information on how to improve the process fed back 
to the manufacturing process. 

45 

(Operations in the size selection process P5, the 
balance inspection process P6, and the shipping 
inspection process P7) 

so [0038] In the size selection process P5, the balance 
inspection process P6, and the shipping inspection 
process P7, the first bar code 20 provided on each tire 
TR is read, and size selection, balance inspection of the 
tires TR, and a shipping inspection are carried out. Prod- 

55 ucts which are judged to have failed the inspection are 
returned to a specific process after the reason for the 
failure has been recorded. 

[0039] In this manner, by undertaking each process 



4 



7 



EP 0 875 365 B1 



8 



while ensuring the second bar code 26 prepared for 
each material and the first bar code 20 affixed to the tire 
TR correspond with the second bar code 24 provided 
on the process tables 1 6 and 28 during the manufactur- 
ing stages, a database can be created using the first bar 
code 20 affixed to the tire TR as the keyword, while link- 
ing together the information from the molding process 
P1 through to the shipping process P7. 
[0040] Moreover, the first bar code given to a tire TR 
is utilized after shipping, and can be utilized as the com- 
mon keyword in the sales information database and the 
distribution information database. Therefore, manufac- 
turing information, sales information, and distribution in- 
formation can be linked and controlled as a single pack- 
age. 

[0041] Further, all information is recorded as a data- 
base in the host computer 12, so the so called charts 
can be abolished and the number of documents de- 
creased. 

[0042] Furthermore, as is the case with AP tires, when 
the tires are returned to the manufacturer for recapping 
after their predetermined period of use has expired, the 
record from the initial manufacturing stages can be rap- 
idly retrieved by simply reading the first bar code given 
to the tire, and the manufacturing process operators can 
be made aware of any relevant information (for exam- 
ple, that the tire had been judged defective during the 
manufacturing stage, and the like). 
[0043] In the process for manufacturing recapped 
tires, there are inspection processes, a buffing process, 
a molding process, a vulcanization process (adherence 
process), and a shipping process. These processes are 
somewhat different from the processes for manufactur- 
ing a new tire. However, in the molding process of a tire 
that has been returned, after the tire is fitted with a new 
tread (the first bar code 20 is disposed of together with 
the old tread), a new third bar code may be given, and 
the information from each manufacturing process may 
be recorded in the same way as in the manufacture of 
a new tire. In this case, it is, of course, preferable to keep 
the record of the first bar code 20. Further, if other man- 
ufacturers products are returned as recapped tires, then 
a new first bar code 20 may be given. 
[0044] In this way, during the manufacturing process, 
by linking the first bar code 20 and the second bar code 
26 to bar code 24, and by creating a database linking 
the manufacturing information, the sales information, 
and the distribution information, with the first bar code 
20 as the keyword, for example, the manufacturing in- 
formation side (the manufacturer) can inform the sales 
information side (the seller and later dealers) that the 
recapping date is approaching, and the burden on the 
user of controlling the products can be decreased. 
[0045] Further, information or demands from users 
can be responded to and dealt with quickly (i.e. meas- 
ures transmitted to the manufacturing process and put 
into practice). 

[0046] Additionally, by recording the names of the op- 



erators and the times of the operations in the manufac- 
turing process on the database, labor can be managed 
using the same means. 

[0047] Moreover, using the first bar code 20 as a key- 
s word, it is possible to make a print out in tabular form 
selecting only the necessary parameters. The barcode 
is used as the keyword, however, a transponder or the 
like, capable of identifying rubber products is included. 

10 

Claims 

1 . A method for controlling rubber products (TR) using 
identification marking comprising the steps of: man- 
's ufacturing rubber products (TR) using a variety of 
materials including a plurality of rubber materials (A, 
B, C) , shipping said rubber products (TR) with a first 
identification marking (20) given thereto, and con- 
trolling manufacturing information, sales informa- 
20 tion, and distribution information at the point of man- 
ufacture based on said first identification marking 
(20). 



2. A method for controlling rubber products (TR) using 
25 identification marking as claimed in claim 1 .wherein 

said products (TR) are controlled using a database 
linkingtogetherandstoringthe manufacturing infor- 
mation, sales information, and distribution informa- 
tion based on said first identification marking (20). 

30 

3. A method for controlling rubber products (TR) using 
identification marking as claimed in claim 1 or 2, 
wherein the first identification marking (20) is given 
during the molding process (P1), and said rubber 

35 products (TR) are controlled by using the first iden- 
tification marking (20), and by using the inspection 
results recorded from a manufacturing process pri- 
or to a particular manufacturing process for each 
manufacturing process from molding (P1) to ship- 

40 ping inspection (P7), and including vulcanisation 
(P3) and size selection (P5). 

4. A method for controlling rubber products (TR) using 
identification marking as claimed in claim 3, wherein 

45 a second identification marking (26) is given to each 
of the rubber materials (A, B, C) constituting the rub- 
ber product (TR) during a manufacturing process 
prior to molding (P1), and the products (TR) are 
controlled by relating the first identification marking 

50 (20) to the second identification marking (26). 

5. A method for controlling rubber products using iden- 
tification marking as claimed in claim 1 , 3 or 4, com- 
prising the steps of: forming renewable rubber prod- 

55 ucts by replacing a portion of the rubber material of 
returned rubber products (AP); understanding the 
record of said rubber products from the first identi- 
fication marking (20) given to the returned rubber 
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products at the time of renewing said rubber prod- 
ucts, and indicating a renewal process program with 
optimal conditions to the manufacturing process 
based on the understood record; shipping the re- 
newed rubber product with a third identification 
marking given; and controlling the manufacturing 
information, sales information, and distribution in- 
formation at the point of manufacture according to 
said first (20) and third identification markings. 

6. A method for controlling rubber products using iden- 
tification marking as claimed in claim 1 , 3 or 4, 
wherein if said rubber product is a returned rubber 
product (AP) which can be renewed by replacing a 
portion of the rubber material, then a judgment is 
made, based on said first identification marking (20) 
as well as manufacturing information, as to whether 
or not a shipped rubber product is nearing its renew- 
al time, and if it is judged that the shipped rubber 
product is nearing its renewal time then sales staff 
are informed that the shipped rubber product is 
nearing its renewal time. 

7. A method for controlling rubber products using iden- 
tification marking as claimed in claim 5, wherein a 
judgment is made, based on said first identification 
marking (20) and manufacturing information, as to 
whether or not a shipped rubber product is nearing 
its renewal time, and if it is judged that the shipped 
rubber product is nearing its renewal time then 
sales staff are informed that the shipped rubber 
product is nearing its renewal time. 

8. A method for controlling rubber products using iden- 
tification marking as claimed in claim 1, wherein 
necessary information is output after being selected 
on the basis of said first identification marking (20), 
and at least one of the manufacturing information, 
the sales information, and the distribution informa- 
tion. 

9. A method for controlling rubber products using iden- 
tification marking as claimed in claim 3, wherein 
necessary information is output after being selected 
on the basis of said first identification marking (20), 
and the record of said inspection results. 

10. A method for controlling rubber products using iden- 
tification marking as claimed in claim 4, wherein 
necessary information is output after being selected 
on the basis of at least one of said first identification 
marking (20) and said second identification marking 
(26), and at least one of the manufacturing informa- 
tion, the sales information, the distribution informa- 
tion, and the rubber material. 

1 1 . A method for controlling rubber products using iden- 
tification marking as claimed in claim t , wherein the 



first identification marking is given to a rubber prod- 
uct (TR) by giving to said rubber product (TR) a label 
(22) with said first identification marking (20) given 
thereto. 

5 

12. A method for controlling rubber products using iden- 
tification marking as claimed in claim 1, wherein 
said rubber products (TR) are vehicle tires. 

10 13. Amethodforcontrolling rubber products using iden- 
tification marking as claimed in claim 5, wherein 
said rubber products (AP) are aircraft tires. 



1. Verfahren zum Uberprufen von Gummiprodukten 
(TR) unter Verwendung einer Identifizierungsmar- 
kierung mit den folgenden Schritten: Herstellen von 

20 Gummiprodukten (TR) unter Verwendung von ver- 
schiedenen Materialien einschlieBlich mehrerer 
Gummimaterialien (A, B, C), Versenden der Gum- 
miprodukte (TR) mit einer ersten Identifizierungs- 
markierung (20), und Uberprufen von Herstel- 

25 lungs-, Verkaufs- und Vertriebsinformationen im 
Punkt der Herstellung auf der Basis der ersten Iden- 
tifizierungsmarkierung (20). 

2. Verfahren zum Uberprufen von Gummiprodukten 
30 (TR) unter Verwendung einer Identifizierungsmar- 

kierung nach Anspruch 1 , wobei die Produkte (TR) 
unter Verwendung einer Datenbank uberpriift wer- 
den, die die Herstellungs-, Verkaufs- und Vertriebs- 
informationen auf der Basis der ersten Identifizie- 
35 rungsmarkierung (20) verbindet und speichert. 

3. Verfahren zum Uberprufen von Gummiprodukten 
(TR) unter Verwendung einer Identifizierungsmar- 
kierung nach Anspruch 1 oder 2, wobei die erste 

40 Identifizierungsmarkierung (20) wahrend des 
Formvorgangs (P1) gegeben wird und die Gummi- 
produkte (TR) uberpruft werden durch Verwenden 
der ersten Identifizierungsmarkierung (20) und 
durch Verwenden der Inspektionsergebnisse, die in 

45 einem Herstellungsvorgang vor einem bestimmten 
Herstellungsvorgang aufgezeichnet worden sind, 
und zwar fur jeden Herstellungsvorgang vom For- 
men (P1) bis zur Versandinspektion (P7), und ein- 
schlieBlich der Vulkanisierung (P3) und der Gro- 

so Benauswahl (P5). 

4. Verfahren zum Uberprufen von Gummiprodukten 
(TR) unter Verwendung einer Identifizierungsmar- 
kierung nach Anspruch 3, wobei eine zweite Iden- 

55 tifizierungsmarkierung (26) jedem der Gummimate- 
rialien (A, B, C) gegeben wird, die das Gummipro- 
dukt (TR) bilden, und zwar wahrend eines Herstel- 
lungsvorgangs vor dem Formen (P1 ), und wobei die 
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Produkte (TR) uberpriift werden durch in Beziehung 
Bringen der ersten Identifizierungsmarkierung (20) 
mit derzweiten Identifizierungsmarkierung (26). 

5. Verfahren zum Uberprufen von Gummiprodukten 
unter Verwendung einer Identifizierungsmarkie- 
rung nach Anspruch 1 , 3 oder 4, mit den folgenden 
Schritten: Ausbilden von erneuerbaren Gummipro- 
dukten durch Ersetzen eines Bereichs des Gummi- 
materials von zuruckgefuhrten Gummiprodukten 
(AP); Verstehen der Aufzeichnung der Gummipro- 
dukte aus der ersten Identifizierungsmarkierung 
(20), die den zuruckgefuhrten Gummiprodukten 
zum Zeitpunkt des Erneuerns der Gummiprodukte 
gegeben wird, und Anzeigen eines Erneuerungs- 
vorgangsprogramms mit optimalen Bedingungen 
fur den Herstellungsprozess auf der Basis derver- 
standenen Aufzeichnung; Versenden des erneuer- 
ten Gummiprodukts mit einer gegebenen dritten 
Identifizierungsmarkierung; und Uberprufen der 
Hersteilungs-, Verkaufs- und Vertriebsinformation 
im Punkt der Herstellung gemaB der ersten (20) und 
dritten Identifizierungsmarkierung. 

6. Verfahren zum Uberprufen von Gummiprodukten 
(TR) unter Verwendung einer Identifizierungsmar- 
kierung nach Anspruch 1 , 3 oder 4, wobei, wenn 
das Gummiprodukt ein zuruckgefuhrtes Gummipro- 
dukt (AP) ist, welches erneuert werden kann durch 
Ersetzen eines Bereichs des Gummimaterials, be- 
wertet wird, auf der Basis der ersten Identifizie- 
rungsmarkierung (20) und auf der Basis von Her- 
stellungsinformationen, ob sich ein versandtes 
Gummiprodukt dem Zeitpunkt seiner Erneuerung 
nahert, und wenn bestimmtwird, dass das versand- 
te Gummiprodukt sich seiner Erneuerungszeit na- 
hert, dann wird das Verkaufspersonal informiert, 
dass sich das versandte Gummiprodukt seinem Er- 
neuerungszeitpunkt nahert. 

7. Verfahren zum Uberprufen von Gummiprodukten 
(TR) unter Verwendung einer Identifizierungsmar- 
kierung nach Anspruch 5, wobei bewertet wird auf 
der Basis der ersten Identifizierungsmarkierung 
(20) und auf der Basis von Herstellungsinformatio- 
nen, ob ein versandtes Gummiprodukt sich seiner 
Erneuerungszeit nahert, und wenn bestimmt wird, 
dass das verwandte Gummiprodukt sich seinem Er- 
neuerungszeitpunkt nahert, dann wird Verkaufsper- 
sonal informiert, dass sich das versandte Gummi- 
produkt seinem Erneuerungszeitpunkt nahert. 

8. Verfahren zum Uberprufen von Gummiprodukten 
(TR) unter Verwendung einer Identifizierungsmar- 
kierung nach Anspruch 1, wobei notwendige Infor- 
mationen ausgegeben werden, nachdem sie aus- 
gewahlt wurden, auf der Basis der ersten Identifi- 
zierungsmarkierung (20), und auf der Basis der 



Hersteilungs- und/oder Verkaufs- und/oder Ver- 
triebsinformation. 

9. Verfahren zum Uberprufen von Gummiprodukten 
5 (TR) unter Verwendung einer Identifizierungsmar- 
kierung nach Anspruch 3, wobei notwendige Infor- 
mationen ausgegeben werden, nachdem sie aus- 
gewahlt wurden, auf der Basis der ersten Identifi- 
zierungsmarkierung (20) und der Aufzeichnung der 

10 Inspektionsergebnisse. 

10. Verfahren zum Uberprufen von Gummiprodukten 
(TR) unter Verwendung einer Identifizierungsmar- 
kierung nach Anspruch 4, wobei notwendige Infor- 
ms mationen ausgegeben werden, nachdem sie aus- 

gewahlt wurden, auf der Basis der ersten (20) und/ 
oder zweiten Identifizierungsmarkierung (26) und 
der Hersteilungs- und/oder Verkaufs- und/oder Ver- 
triebsinformationen und des Gummimaterials. 

20 

11. Verfahren zum Uberprufen von Gummiprodukten 
(TR) unter Verwendung einer Identifizierungsmar- 
kierung nach Anspruch 1, wobei die erste Identifi- 
zierungsmarkierung einem Gummiprodukt (TR) 

25 verliehen wird durch Verleihen eines Etiketts (22) 
mit der ersten Identifizierungsmarkierung (20). 

12. Verfahren zum Uberprufen von Gummiprodukten 
(TR) unter Verwendung einer Identifizierungsmar- 

30 kierung nach Anspruch 1 , wobei die Gummiproduk- 
te (TR) faftrzeugreifen S j n( j. 

13. Verfahren zum Uberprufen von Gummiprodukten 
(TR) unter Verwendung einer Identifizierungsmar- 

35 kierung nach Anspruch 5, wobei die Gummiproduk- 
te (AP) Flugzeugreifen sind. 



Revendications 

1 . Procede pour controler des articles en caoutchouc 
(TR) moyennant I'utilisation d'une marque d'identi- 
fication, comprenant les etapes consistant a : 

fabriquer des articles en caoutchouc (TR) en 
utilisant une variete de materiaux incluant une 
pluralite de materiaux formes de caoutchouc 
(A.B.C), exp6dier lesdits articles en caout- 
chouc (TR) avec une premiere marque d'iden- 
tification (20) qui leurest appliquee, et controler 
I'information de fabrication, ['information de 
vente et I'information de distribution au niveau 
du point de fabrication sur la base de ladite pre- 
miere marque d'identification (20). 

2. Procede pour controler des articles en caoutchouc 
(TR) en utilisant une marque d'identification selon 
la revendication 1 , selon lequel lesdits articles (TR) 
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sont controles moyennant I'utilisation d'un chama- 
ge de base de donnees et la memorisation de I'in- 
formation de fabrication, de I'information de vente 
et de rinformation de distribution sur la base de la- 
dite premiere marque d'identification (20). 5 

Procede pour controler des articles en caoutchouc 
en utilisant une marque d'identification selon la re- 
vendication 1 ou 2, selon lequel la premiere marque 
d'identification (20) est appliquee pendant I'opera- 10 
tion de moulage (P1) et lesdits articles en caout- 
chouc (TR) sont controles moyennant ('utilisation de 
la premiere marque d'identification (20) et moyen- 
nant I'utilisation des resultats d'inspection enregis- 
tr6s a partir d'un processus de fabrication anterieur is 
a une operation de fabrication particulierepourcha- 
que procede de fabrication depuis le moulage (P1) 
jusqu'a I'inspection d'expedition (P7), et incluant la 
vulcanisation (P3) et la selection de taille (P5) . 

20 

Procede pour controler des articles en caoutchouc 
(TR) en utilisant une marque d'identification selon 
la revendication 3, selon lequel une seconde mar- 
que d'identification (26) est appliquee a chacun des 
materiaux en caoutchouc (A.B.C) constituant I'arti- 25 
cle en caoutchouc (TR) pendant un procede de fa- 
brication avant le moulage (P1), et les articles (TR) 
sont controles associant la premiere marque d'iden- 
tification (20) a la seconde marque d'identification 
(26) . 30 

Procede pour controler des articles en caoutchouc 
en utilisant une marque d'identification selon la re- 
vendication 1 , 3 ou 4, comprenant les etapes con- 
sistant a : former des articles en caoutchouc rege- 35 
nerables par remplacement d'une partie du mate- 
riau du caoutchouc des articles en caoutchouc ren- 
voyes (AP) comprendre I'enregistrement desdits ar- 
ticles en caoutchouc a partir de la premiere marque 
d'identification (20) appliquee sur les articles en 40 
caoutchouc renvoyes au moment de la regenera- 
tion des articles en caoutchouc, et indiquer un pro- 
gramme de traitement de regeneration avec des 
conditions optimales pour le procede de fabrication 
base sur I'enregistrement compris; expedier I'article 45 
en caoutchouc regenere avec application d'une troi- 
sieme marque d'identification; et controler I'infor- 
mation de fabrication, I'information de vente et Tin- 
formation de distribution au niveau du point de fa- 
brication conformement auxdites premiere (20) et so 
troisieme marques d'identification. 

Procede pour controler des articles en caoutchouc 
en utilisant une marque d'identification selon la re- 
vendication 1 , 3 ou 4, selon lequel si ledit article en 55 
caoutchouc est un article en caoutchouc renvoye 
(AP) qui peut etre regenere par remplacement 
d'une partie du materiau du caoutchouc, alors une 



evaluation est faite, sur la base de ladite premiere 
marque d'identification (20) ainsi que sur la base de 
I'information d'identification poursavoirsi un article 
en caoutchouc expedie est ou non proche de I'etat 
ou il doit etre regenere, et s'il est etabli que I'article 
en caoutchouc expedie est proche de I'etat ou il doit 
etre regenere, alors I'equipe de vente est informee 
du fait que I'article en caoutchouc expedie se rap- 
proche de I'etat ou il doit etre regenere. 

7. Procede pour contrdler des articles en caoutchouc 
en utilisant une marque d'identification selon la re- 
vendication 5, selon lequel une evaluation est faite, 
sur la base de ladite premiere marque d'identifica- 
tion (20) etde ladite information de fabrication, pour 
savoir si un article en caoutchouc expedie se rap- 
proche ou non de I'etat ou il doit etre regenere, et 
s'il est etabli que I'article en caoutchouc expedie se 
rapproche de I'echeance pour sa regeneration, 
alors I'equipe de vente est informee du fait que I'ar- 
ticle en caoutchouc expedie se rapproche de I'etat 
ou il doit etre regenere. 

8. Procede pour controler des articles en caoutchouc 
en utilisant une marque d'identification selon la re- 
vendication 1, selon lequel I'information necessaire 
est delivree apres avoir ete selection nee sur la base 
de ladite premiere marque d'identification (20), et 
sur la base d'au moins Tune de I'information de fa- 
brication, de rinformation de vente et de I'informa-^ 
tion de distribution. 

9. Procede pour controler des articles en caoutchouc 
en utilisant une marque d'identification selon la re- 
vendication 3, selon lequel I'information necessaire 
est delivree apres avoir ete selectionnee sur la base 
de ladite premiere marque d'identification (20) et de 
I'enregistrement desdits resultats d'inspection. 

10. Procede pour controler des articles en caoutchouc 
en utilisant une marque d'identification selon la re- 
vendication 4, selon lequel une information neces- 
saire est delivree apres avoir ete selectionnee sur 
la base d'au moins I'une de ladite premiere marque 
d'identification (20) et de ladite seconde marque 
d'identification (26), et d'au moins Tune de rinfor- 
mation de fabrication, de I'information de vente, de 
rinformation de distribution et du materiau formant 
le caoutchouc. 

11. Procede pour controler des articles en caoutchouc 
en utilisant une marque d'identification selon la re- 
vendication 1, selon lequel la premiere marque 
d'identification est appliquee a un article en caout- 
chouc (TR) par application, audit article en caout- 
chouc (TR), d'une etiquette (22) sur laquelle est pla- 
cee ladite premiere marque d'identification (20). 
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12. Procede pour controler des articles en caoutchouc 
en utilisant une marque d'identification selon la re- 
vendication 1 , selon lequel lesdits articles en caout- 
chouc (T1) sont des pneumatiques de vehicules. 

5 

13. Procede pour controler des articles en caoutchouc 
en utilisant une marque d'identification selon la re- 
vendication 5, selon lequel lesdits articles en caout- 
chouc (AP) sont des pneumatiques d'avions. 

10 
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